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1. 

GLASS-RESIN LAMINATE, GLASS ROLL 
PRODUCED BY WINDING THE SAME, AND 
METHOD OF PRODUCING GLASS ROLL 

TECHNICAL FIELD 

The present invention relates to a glass-resin laminate, 
which is produced by laminating, on a resin film, a glass film 
used for a glass Substrate for devices such as a flat panel 
display exemplified by a liquid crystal display or an OLED 
display, and a solar cell, a cover glass for an OLED lighting 
device, and the like, a glass roll, which is produced by wind 
ing the glass-resin laminate, and a method of producing a 
glass roll. 

BACKGROUND ART 

From the viewpoint of space saving, in recent years, there 
have been widely used, in place of a CRT type display, flat 
panel displays such as a liquid crystal display, a plasma dis 
play, an OLED display, and a field emission display. Further 
reduction in thickness is demanded for those flat panel dis 
plays. In particular, it is required that the OLED display be 
easily carried by being folded or wound and be usable not 
only on a flat surface but also on a curved surface. Further, it 
is not just displays that are required to be usable not only on 
a flat surface but also on a curved surface. For example, if a 
solar cell or an OLED lighting device can be formed on a 
Surface of an object having a curved Surface. Such as a Surface 
of an automobile body, or a roof, a pillar, or an outer wall of 
a building, the applications of the solar cell or OLED lighting 
device may expand. Substrates and cover glasses used for 
those devices are therefore required to have a smaller thick 
ness and to have high flexibility. Further, a glass film having 
a reduced thickness and high flexibility is also expected to be 
used for, for example, reduction in the weights of a glass 
Substrate for devices such as a lithium ion battery, a digital 
signage, a touch panel, electronic paper, and the like, a cover 
glass for an OLED lighting device, a drug package, and a 
window sheet glass. 

Alight-emitting element used for OLED devices such as an 
OLED display and an OLED lighting device deteriorates in 
quality through the contact of gasses such as oxygen. Thus, a 
substrate used for the OLED devices is required to have high 
gas-barrier property, and hence a glass is expected to use for 
the substrate. However, the glass substrate is weak in tensile 
stress unlike a resin film, and hence is low in flexibility. Thus, 
application of a tensile stress on a Surface of the glass Sub 
strate by bending the glass substrate tends to lead the break 
age of the glass substrate. In order to impart flexibility to the 
glass Substrate, the glass Substrate is required to be reduced in 
thickness as described above. Thus, Patent Literature 1 below 
proposes a glass film having a thickness of 200 um or less. 
An elongate glass film has the advantage of being able to be 

packed and transported with being wound in a roll shape, 
however, it is necessary, in order to prevent the glass film from 
breaking, to interpose inserting paper between glass films or 
to affix a resin film which is peelable in the following process 
to the glass film. For example, Patent Literature 2 proposes a 
glass-resin laminate in which a peelable resin film is lami 
nated on a glass film. 

However, the glass-resin laminate disclosed in Patent Lit 
erature 2 has had a problem in that, when the peelable resin 
film is adhered to one surface of the glass film in a state of a 
tension being applied to the resin film, the glass film is occa 
sionally warped significantly toward the resin film side, 
resulting in the occurrence of wrinkles in the resin film, which 
leads to a self peel-off of the resin film from the glass film. 
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2 
Therefore, it cannot obtain a sufficient effect to prevent the 
glass film from breaking. 

CITATION LIST 

Patent Literature 

Patent Literature 1: JP 2008-133174 A 
Patent Literature 2: JP 2001-097733A 

SUMMARY OF INVENTION 

Technical Problem 

The present invention has been made to solve the above 
mentioned problems in the prior art. An object of the present 
invention is to provide a glass-resin laminate which is capable 
of suppressing warpage thereof occurring after a resin film is 
adhered to an elongate glass film, thereby being capable of 
preventing reliably the wrinkles and peel-off of the resin film 
due to the warpage. 

Solution to Problem 

In order to solve the above-mentioned problems, the 
present invention provides a glass-resin laminate comprising 
an elongate glass film having a thickness of 1 to 300 Lim, and 
an elongate resin film having a thickness of 1 to 300 um and 
a tensile modulus of elasticity of 0.3 Gpa or more, wherein the 
elongate resin film is peelably laminated on at least one Sur 
face of the elongate glass film so that the elongate resin film 
protrudes from edges on both sides in a lateral direction 
(width direction) of the elongate glass film. 

In the present invention, the elongate resin film preferably 
has a pressure-sensitive adhesive force of 1x10 to 5x10' 
N/10 mm. 

In the glass-resin laminate of the present invention, the 
elongate glass film preferably has a length of 1000 mm or 
more in a longitudinal direction thereof. 

In the glass-resin laminate of the present invention, the 
elongate glass film preferably has a width of 5 mm or more. 

In the glass-resin laminate of the present invention, the 
elongate resin film preferably protrudes by 1 mm or more 
from the edges on both sides in the lateral direction of the 
elongate glass film. 
The present invention also provides a glass roll, which is 

produced by winding the above-mentioned glass-resin lami 
nate. 
The present invention also provides a method of producing 

a glass roll, the method comprising the steps of producing a 
glass-resin laminate by peelably laminating an elongate resin 
film, which has a thickness of 1 to 300 um and a tensile 
modulus of elasticity of 0.3 GPa or more, on at least one 
Surface of an elongate glass film, which has a thickness of 1 to 
300 um, so that the elongate resin film protrudes from edges 
on both sides in a lateral direction of the elongate glass film, 
and winding the glass-resin laminate in a roll shape. 

In the method of producing a glass roll according to the 
present invention, the elongate resin film is preferably lami 
nated on the elongate glass film, while a tension is applied to 
the elongate resin film. 

Advantageous Effects of Invention 

The glass-resin laminate of the present invention com 
prises an elongate glass film having a thickness of 1 to 300 um 
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and a peelable elongate resin film having a thickness of 1 to 
300 um and a tensile modulus of elasticity of 0.3 Gpa or more, 
wherein the elongate resin film is laminated on at least one 
Surface of the elongate glass film So that the elongate resin 
film protrudes from edges on both sides in a lateral direction 
of the elongate glass film. According to the present invention, 
it is possible to Suppress awarpage of the glass-resin laminate 
and to prevent wrinkles and peel-off of the resin film due to 
the warpage. 

The reason why the warpage of a glass-resin laminate 
occurs is considered in terms of a force which acts to restore 
a resin film to its original state, when the resin film is adhered 
to one Surface of a glass film with a tension being applied to 
the resin film. Further, as the warpage of the glass-resin lami 
nate becomes larger, more wrinkles occur in the resin film, so 
that the self peel-off of the resin film tends to occur. 

Further, when an elongate glass film and an elongate resin 
film are wound while being laminated, the positions of edges 
on both sides in the lateral direction of the elongate glass film 
and the elongate resin film tend to be off from each other, so 
that a part of the glass film is not covered with the resin film 
in Some cases. Such the glass film is more liable to change its 
shape because of difference in stresses between apart covered 
with the resin film and a part not covered with the resin film, 
resulting in easier self peel-off of the resin film. 

However, the glass-resin laminate of the present invention 
comprises the elongate resin film having a tensile modulus of 
elasticity of 0.3 GPa or more, and hence the elongate resin 
film has a small force to restore its original shape exerted after 
being adhered to the glass film, resulting in being capable of 
Suppressing the warpage of the glass-resin laminate to the 
minimum extent. Moreover, the elongate resin film is lami 
nated so as to protrude from edges on both sides in the lateral 
direction of the elongate glass film, and hence at least entire 
one surface of the glass film can be covered with the resin film 
and the self peel-off of the resin film due to application of 
uneven stresses can be suppressed. Note that the tensile 
modulus of elasticity in the present invention refers to a value 
measured at a temperature of 23°C. 
When the glass-resin laminate of the present invention 

comprises the elongate resin film having a pressure-sensitive 
adhesive force of 1x10 to 5x10' N/10 mm, which shows a 
weak pressure-sensitive adhesiveness, the resin film can be 
easily peeled off from the glass film. 
When the glass-resin laminate of the present invention 

comprises the elongate glass film having a length of 1000 mm 
or more in the longitudinal direction, the glass-resin laminate 
can be easily wound as a glass roll. As the length of the 
elongate glass film becomes larger, the transportability and 
the handleability improve, and hence the length is set to 
preferably 1x10 mm (10 m) or more, more preferably 5x10' 
mm (50 m) or more, still more preferably 1x10 mm (100 m) 
or more. Note that the length of the elongate glass film is 
preferably set to 1x107 mm (10000 m) or less from the view 
point of improving the production efficiency (yield). 
When the glass-resin laminate of the present invention 

comprises the elongate glass film having a width of 5 mm or 
more, the glass film can be used for various kinds of displays, 
electronic devices, or solar cells. As the width of the elongate 
glass film becomes larger, the elongate glass film is more 
likely to be applied to produce larger devices, and hence the 
width is set to preferably 100 mm or more, more preferably 
300 mm or more, still more preferably 600 mm or more, yet 
still more preferably 850 mm or more. Note that the width of 
an elongate glass film is preferably set to 3000 mm or less 
from the viewpoint of improving the production efficiency 
(yield). 
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When the glass-resin laminate of the present invention 

comprises the elongate resin film protruding by 1 mm or more 
from edges on both sides in the lateral direction of the elon 
gate glass film, the entire Surface of the glass film can be 
reliably protected. 
The glass roll of the present invention is a wound body 

produced by winding the glass-resin laminate in a roll shape 
and therefore can be easily packed and transported. 
The method of producing a glass roll according to the 

present invention comprises the steps of producing a glass 
resin laminate by laminating a peelable elongate resin film, 
which has a thickness of 1 to 300 um and a tensile modulus of 
elasticity of 0.3 GPa or more, on at least one surface of an 
elongate glass film, which has a thickness of 1 to 300 um, so 
that the elongate resin film protrudes from edges on both sides 
in a lateral direction of the elongate glass film, and winding 
the glass-resin laminate in a roll shape. According to the 
present invention, it is possible to Suppress the warpage of the 
glass-resin laminate and therefore to prevent the wrinkles and 
self peel-off of the resin film due to the warpage. In addition, 
if an elongate glass film and an elongate resin film have the 
same width, it is almost impossible to make the films adhere 
to each other while precisely matching edges on both sides of 
the films to each other during winding the films in a roll shape. 
However, in the production method of the present invention, 
the elongate resin film is laminated on the elongate glass film 
So as to protrude from edges on both sides in the lateral 
direction of the elongate glass film, and hence at least entire 
one surface of the glass film can be covered with the resin 
film. 

In the method of producing a glass roll of the present 
invention, when the elongate resin film is laminated on the 
elongate glass film while a tension is applied to the elongate 
resin film, it is possible to prevent the occurrence of wrinkles 
and the like during adhering. Besides, the elongate resin film 
is laminated on the elongate glass film so as to protrude from 
edges on both sides in the lateral direction of the glass film, 
and hence it is also possible to apply a tension while holding 
the protruding portion of the resin film. 

BRIEF DESCRIPTION OF DRAWINGS 

FIG. 1(a) is a plan view illustrating a glass-resin laminate 
according to the present invention. 

FIG.1(b) is a cross-sectional view taken along the line A-A 
of FIG. 1(a). 

FIG. 2 is an explanatory diagram of an apparatus for pro 
ducing a glass film. 

FIG. 3 is an explanatory diagram of a glass roll according 
to the present invention. 

DESCRIPTION OF EMBODIMENTS 

Hereinafter, preferred embodiments of a glass-resin lami 
nate and a glass roll produced by winding the glass-resin 
laminate according to the present invention are described 
with reference to the drawings. 
As illustrated in FIG. 1(a) and FIG. 1(b), a glass-resin 

laminate 1 according to the present invention has a structure 
in which an elongate resin film 3 is laminated on one Surface 
of an elongate glass film 2 so that the elongate resin film 3 
protrudes from edges on both sides in a lateral (width) direc 
tion of the elongate glass film 2. 

Borosilicate glass, silica glass, Soda lime glass, alkali-free 
glass, and the like are used as materials for the glass film 2. Of 
those, alkali-free glass is most preferably used. This is 
because, if the glass film 2 contains an alkali component, 
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cation replacement occurs on a surface layer of the glass film, 
leading to occurrence of the so-called too-abundant soda 
phenomenon and resulting in a coarse structure. In this case, 
if the glass film 2 is continuously used in a bent state, the glass 
film may break at a portion whose structure has become 
course because of aging degradation. Note that the alkali-free 
glass refers to glass Substantially free of an alkali component, 
and specifically, glass that contains the alkali component at a 
weight ratio of 1000 ppm or less. The content of the alkali 
component in the present invention is preferably 500 ppm or 
less, more preferably 300 ppm or less. 
The glass film 2 has a thickness of preferably 1 to 300 um 

or less, more preferably 5um to 200 um, still more preferably 
10um to 100 um, yet still more preferably 20 Lum to 50 um. As 
the thickness of the glass film 2 becomes Smaller, the strength 
of the glass film tends to be more insufficient, and when the 
glass film 2 is peeled off from the resultant glass-resin lami 
nate 1, the glass film 2 may break. On the other hand, as the 
thickness of the glass film 2 becomes larger, the flexibility of 
the glass film becomes worse, leading to difficulty in winding 
the resultant glass-resin laminate as a glass roll. Also, when 
the resin film 3 is adhered to the glass film 2, the warpage of 
the resultant glass-resin laminate does not occur easily, and 
hence it becomes less necessary to use a resin film having a 
larger tensile modulus of elasticity. 
The glass film 2 to be used in the present invention can be 

formed by an overflow down-draw method, a slot down-draw 
method, a re-draw method, or the like. Of those, the glass film 
2 is preferably formed by an overflow down-draw method as 
illustrated in FIG. 2. This is because the overflow down-draw 
method is a forming method in which both Surfaces of a glass 
sheet are not brought into contact with a forming member 
during forming molten glass into a glass sheet, and hence 
flaws are hardly generated on the both Surfaces (transparent 
Surfaces) of the obtained glass sheet, and high Surface quality 
can be achieved for the glass sheet without polishing process. 

In FIG. 2, molten glass Supplied to a forming member 4 
having a wedge shape in its cross-section flows down along 
both sides of the forming member 4 and meets each other at a 
lower end portion 41. A glass ribbon G immediately after 
meeting at the lower end portion 41 is drawn downwardly 
with a pair of cooling rollers 5 with being restricted in shrink 
age thereof in a lateral (width) direction, resulting in a thin 
ribbon having a predetermined thickness. Subsequently, the 
glass ribbon G having a predetermined thickness is annealed 
in an annealer, drawn downwardly with annealing rollers 6 or 
the like to remove heat strain in the glass ribbon G, and cut 
into pieces each having a predetermined dimension. As a 
result, the glass film 2 is formed. 
As illustrated in FIG. 1(a) and FIG. 1(b), the resin film 3 is 

laminated so as to protrude from edges on both sides in the 
lateral direction of the glass film 2. The protruding amount of 
the resin film 3 is preferably 1 mm to 200 mm, more prefer 
ably 5 to 100 mm, still more preferably 5 to 50 mm, yet still 
more preferably 10 to 40 mm from edges on both sides 21 in 
the lateral direction of the glass film 2. As the protruding 
amount of the resin film 3 becomes smaller, it becomes more 
difficult to cover reliably the entire surface of glass film 2 with 
the resin film 3 during winding the glass film 2 and the resin 
film 3. On the other hand, as the protruding amount of the 
resin film 3 becomes larger, handling the resultant glass-resin 
laminate becomes more difficult. 
The thickness of the resin film 3 is 1 to 300 um, preferably 

10 to 200 um, more preferably 30 to 100 um. As the thickness 
of the resin film 3 becomes larger, the warpage of the resultant 
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6 
glass-resin laminate 1 becomes larger. On the other hand, as 
the thickness of the resin film 3 becomes Smaller, the handle 
ability and the strength lower. 
As the tensile modulus of elasticity of the resin film 3 

becomes larger, the warpage of the resultant glass-resin lami 
nate 1 becomes Smaller, and hence the tensile modulus of 
elasticity is preferably 0.3 GPa or more, more preferably 0.5 
GPa or more, still more preferably 1 GPa or more, yet still 
more preferably 2 GPa or more. In addition, the tensile modu 
lus of elasticity of the resin film 3 is preferably equal to or less 
than the Young's modulus of the glass film 2. Polyethylene 
terephthalate, polyamide, polyimide, polyester, polycarbon 
ate, acryl, PEN, polypropylene, polystyrene, high-density 
polyethylene, polycycloolefin, and the like are used as mate 
rials for the resin film 3. 

It is preferred that a peelable pressure-sensitive adhesive 
layer (not shown) beformed on one Surface (upper Surface) of 
the resin film 3, and the layer has a pressure-sensitive adhe 
sive force of preferably 1x10 to 5x10'N/10 mm, more 
preferably 5x10 to 3x10' N/10 mm, still more preferably 
1x10° to 1x10' N/10 mm. As a result, the resin film 3 has a 
weakly pressure-sensitive adhesive, and hence it is possible 
that the resin film 3 is easily peeled off (separated) from the 
glass film 2. If the pressure-sensitive adhesive force is too 
Small, Sufficient pressure-sensitive adhesiveness is not pro 
vided. In contrast, if the pressure-sensitive force is too large, 
the peel-off becomes difficult. Note that it is recommended 
that the material, thickness, and the like of the pressure 
sensitive adhesive layer be suitably selected so that desired 
characteristics are provided. 

In the present invention, a second resin film (not shown) 
may be laminated, if necessary, on the other Surface of the 
glass film 2. As a result, the glass film 2 can be wholly 
protected. 

It is recommended that the width of the second resin film be 
substantially the same as or lager than that of the resin film 3. 
A pressure-sensitive adhesive layer may be formed on the 
second resin film, or it may not beformed, and in this case, the 
second resin film is peelably adhered to the resin film 3 owing 
to the pressure-sensitive adhesive force of the resin film 3. 
That is, edges on both sides of the nonadhesive second resin 
film are matched to the both protruding portions of the resin 
film 3 and both the films are adhered to each other owing to 
the pressure-sensitive adhesive force of the resin film 3. Fur 
ther, it is preferred to use, as a material for the second resin 
film, a resin having such flexibility that allows winding, for 
example, a resin similar to that used for the resin film 3. 

FIG. 3 is an explanatory diagram of a glass roll according 
to the present invention. 
The glass roll 7 according to the present invention is 

formed by winding the above-mentioned glass-resin laminate 
1 in a roll shape. The glass roll 7 is formed by winding the 
above-mentioned glass-resin laminate 1 on a core materialso 
that the side of the resin film 3 comes outside. The resin film 
3 is adhered to the glass film 2 so as to protrude from edges on 
both sides in the lateral direction of the glass film 2. The resin 
film 3 has a tensile modulus of elasticity of 0.3 GPa or more. 
Thus, when the glass-resin laminate 1 is drawn out from the 
glass roll 7, the warpage of the glass-resin laminate 1 dose not 
occur and therefore the self peel-off of the resin film 3 from 
the glass film 2 dose not occur. 
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EXAMPLES 

The present invention is hereinafter described based on 
Example and Comparative Examples. 

Table 1 shows the glass-resin laminates of Example 5 
(Sample No. 1) and Comparative Examples (Sample Nos. 2 
and 3). 

TABLE 1. 
10 

Sample No. 

1 2 3 

Material for glass Alkali-free Alkali-free Alkali-free glass 
film glass glass 15 
Thickness of glass 50 m 50 m 50 m 
film 
Width of glass film 300 mm 300 mm 300 mm 
Material for resin PET PE PET 
film 
Thickness of resin 38 um 60 m 38 Lim 2O 
film 
Tensile modulus of 4 GPa. O.2 GPa. 4 GPa. 
elasticity of 
resin film 
Width of resin film 410 mm 410 mm 290 mm 
Reverse bending No self peel-off Self peel-off Self peel-off was 
test was found. was found. found. 25 
Placement-on-flat- No self peel-off Self peel-off Self peel-off was 
surface test was found. was found. found. 

Each sample in Table 1 was manufactured as follows. 
First, there was prepared, as a glass film, an alkali-free 30 

glass film having a thickness of 50 um, a width of 300 mm, 
and a length of 3000 mm (OA-10G manufactured by Nippon 
Electriclass Company, Limited). Further, there was prepared, 
as a resin film, each resin film made of each of the materials 35 
shown in the table, having each thickness and width shown in 
the table, and having a length of 3000 mm. Note that PET and 
PE mean a polyethylene terephthalate resin and a polyethyl 
ene resin, respectively, and a pressure-sensitive adhesive 
layer having a thickness of 1 um and a pressure-sensitive 40 
adhesive force of 2.7x10°N/10mmisformed on one surface 
of the each resin film. 

Next, while the resin film was being adhered to one surface 
of the glass film So as to protrude from edges on both sides in 
the lateral direction of the glass film, both the films were 45 
wound around a core material (tubular body having an outer 
diameter of 165 mm and a width of 500 mm) so that the resin 
film comes outside. As a result, each sample (glass-resin 
laminate) was wound in a roll shape. The thus obtained glass 
rolls each had a winding tension of 170N. Each glass roll was 50 
left for 1 hour and the each sample was drawn out. After that, 
the peel property of the each sample was tested in the state of 
bending the each sample in the reverse direction to the direc 
tion in which the each sample was wound as a roll (reverse 
bending test) and in the state of placing the each sample on a 55 
flat surface (placement-on-flat-surface test). Note that, in the 
reverse bending test, the each sample was bent along the 
surface of a vinyl chloride tubehaving an outer diameter of 85 

. 

The results were as follows. In the glass-resin laminate of 60 
Sample No. 1 of Example, no wrinkles and self peel-off were 
found. However, in the glass-resin laminates of Sample Nos. 
2 and 3 of Comparative Examples, self peel-off occurred 
when each sample was bentina reverse bending test. Besides, 
in the placement-on-flat-Surface test, there was a warped por- 65 
tion in each of Sample Nos. 2 and 3 immediately after placing 
the each sample on the flat surface. Then, the resin file was 
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itself peeled off from the edges on both sides in the lateral 
direction, after few minutes, the resin film was peeled off 
across the whole width. 

Further, with respect to the glass-resin laminate of Sample 
No. 1, when the resin film was peeled off from the glass film 
while grasping the protruding portion of the resin film, the 
both films were able to be peeled off (separated) easily with 
outbreakage of the glass film. 

It has been found from the above that, even after the glass 
resin laminate of Sample No. 1 is wound in a roll shape, the 
self peel-off of the resin film thereofdose not occur. Thus, the 
glass-resin laminate of Sample No. 1 can be easily incorpo 
rated into a roll-to-roll process, which is adopted during vari 
ous kinds of electronic device production-related treatments, 
Such as forming treatment of a transparent conductive film 
and the like, patterning, and cleaning treatment, in an appli 
cation of a flat panel display, a solar cell, or the like. 

INDUSTRIAL APPLICABILITY 

The glass-resin laminate of the present invention can be 
suitably used for, for example, the reduction in the weights of 
a glass Substrate used for devices such as flat panel displays 
exemplified by a liquid crystal display or an OLED display, 
and a solar cell, a cover glass for an OLED lighting device, a 
glass Substrate for a lithium ion battery, a digital signage, a 
touch panel, electronic paper, and the like, a drug package, 
and a window sheet glass. 

REFERENCE SIGNS LIST 

1 glass-resin laminate 
2 glass film 
21 edges on both sides 
3 resin film 
4 forming member 
5 cooling roller 
6 annealing roller 
7 glass roll 
The invention claimed is: 
1. A glass roll, which is constituted by winding a glass film 

laminate, wherein the glass film laminate comprises: 
an elongate glass film having a thickness of 1 to 300 um and 

a length of 1000 mm or more; and 
an elongate resin film having a thickness of 1 to 300 um and 

a tensile modulus of elasticity of 0.3 Gpa or more, and a 
pressure-sensitive adhesive layer formed on one Surface 
of the elongate resin film, 

wherein the elongate resin film is laminated on one surface 
of the elongate glass film so that the elongate resin film 
with a tension is peelably adhered to the one surface of 
the elongate glass film via the pressure-sensitive adhe 
sive layer and protrudes from edges of the elongate glass 
film on both sides in a lateral direction, 

wherein each of protruding portions of the elongate resin 
film that protrude from the edges of the elongate glass 
film has a protruding dimension of 5 to 100 mm. 

2. The glass roll according to claim 1, wherein the pressure 
sensitive adhesive layer of the elongate resin film has a pres 
sure-sensitive adhesive force of 1x10 to 5x10' N/10 mm. 

3. The glass roll according to claim 1, wherein the elongate 
glass film has a width of 5 mm or more. 

4. The glass roll according to claim 1, wherein the elongate 
glass film has a thickness of 1 to 200 um. 

5. The glass roll according to claim 1, wherein the glass 
film laminate is wound so that the elongate resin film comes 
outside. 
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6. The glass roll according to claim 1, wherein, between the 
protruding portions of the elongate resin film that are adjacent 
to each other in a radial direction of the glass roll, the pro 
truding portions peelably adhere to each other via the pres 
Sure-sensitive adhesive layer. 5 

7. A method of producing a glass roll, the method compris 
1ng: 

producing a glass-resin laminate by laminating an elongate 
resin film, which has a thickness of 1 to 300 um and a 
tensile modulus of elasticity of 0.3 GPa or more, and 10 
which has a pressure-sensitive adhesive layer formed on 
one Surface of the elongate resin film, on at least one 
Surface of an elongate glass film which has a thickness of 
1 to 300 um and a length of 1000 mm or more, so that the 
elongate resin film with a tension is peelably adhered to 15 
the one Surface of the elongate glass film via the pres 
Sure-sensitive adhesive layer and protrudes from edges 
of the elongate glass film on both sides in a lateral 
direction, wherein each of protruding portions of the 
elongate resin film that protrude from the edges of the 20 
elongate glass film has a protruding dimension of 5 to 
100 mm; and 

winding the glass-resin laminate in a roll shape. 
8. The method of producing a glass roll according to claim 

7, wherein the laminating of the elongate resin film on the 25 
elongate glass film is performed while a tension is applied to 
the elongate resin film. 

k k k k k 
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